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lifted and the other part of the pattern to be drawn.    The boxes are then

re-assembled to complete the mould.    If the bottom of the casting had

been irregular in shape as indicated by the dotted lines then the pattern

might sometimes be made in three

pieces, the portion lying in the drag

being separate so as to facilitate

the moulding of the drag.    It may

be noted that if the recesses in the

ends of the casting had been avoided

by making the surfaces G flush with

the ends H of the top, then the

moulding could have been done in

a two-part mould.

An alternative method of mould-
ing the above casting in a two-part
mould is to use cores to form the recesses in the ends.    The pattern
would then be as shown in Fig. 38 where A and B are the core prints.
The   mould   is   shown   in
Fig. 39.     The use of ex-
ternal cores in this manner
is very commofi and often
a necessity,  no  alternative
moulding    method    being
possible, but even when an
alternative method is avail-
able the use of cores would
generally   be   preferred   if
any considerable quantity of
castings wras required because the mould could be made more quickly
and hence more cheaply.

The Use of Loose Pieces. This method would enable the casting
shown in Fig. 36 to be moulded in a two-part box as will be seen from
Fig. 40 which shows the
pattern in the mould. The
flange portions at the top of
the recesses in the ends of
the casting are now made
separate from the body of
the pattern; these loose
pieces are seen at L and
M, the casting being mould-
ed upside down. The                             pIG 40
mould is made by placing

the pattern, with the surface N downwards, on a turnover board, the
drag being rammed up as usual.   After the cope has been rammed up

FIG. 39.

